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Description

TECHNICAL FIELD

[0001] The present disclosure relates to a pouch exte-
rior material for a secondary battery, a pouch type sec-
ondary battery using the same, and a method of manu-
facturing the same, and more particularly, to a pouch
exterior material for a secondary battery, in which a form-
ing shape is improved such that energy density of a cell
is improved, a pouch type secondary battery using the
pouch exterior material, and a method of manufacturing
the pouch type secondary battery. The present applica-
tion claims priority to Korean Patent Application No.
10-2017-0092152 filed on July 20, 2017 and Korean Pat-
ent Application No. 10-2018-0075766 filed on June 29,
2018 in the Republic of Korea.

BACKGROUND ART

[0002] Secondary batteries are widely used as power
sources of mobile devices, such as a mobile phone, a
laptop computer, a camcorder, etc. In particular, the use
of lithium secondary batteries is rapidly increasing due
to a high operating voltage and high energy density per
unit weight.
[0003] Such a lithium secondary battery mainly uses
a lithium-based oxide as a positive electrode active ma-
terial and a carbon material as a negative electrode active
material, and generally, may be distinguished into a lith-
ium ion battery, a lithium ion polymer battery, or a lithium
polymer battery based on a type of an electrolyte being
used or may be distinguished into a cylindrical type, a
rectangular type, or pouch type secondary battery based
on an outer shape of a battery. Typically, in terms of a
shape of a battery, demands for the rectangular type sec-
ondary battery and the pouch type secondary battery,
which are applicable to products, such as mobile phones,
etc. with a thin thickness, are high.
[0004] Thereamong, the pouch type secondary battery
that does not have restriction on a shape and size, is
easily assembled via thermal fusion, and easily discharg-
es a gas or liquid when an abnormal behavior occurs,
and thus is specifically suitable for manufacturing a light-
weight cell having a thin thickness is in the limelight. Gen-
erally, the pouch type secondary battery has a structure
in which an electrode assembly is embodied in a pouch
exterior material formed of an aluminum laminate sheet.
In other words, the pouch type secondary battery is man-
ufactured by forming an accommodating portion for
mounting the electrode assembly on the aluminum lam-
inate sheet and thermally fusing a separate aluminum
laminate sheet separated from the aluminum laminate
sheet or the aluminum laminate sheet that is extended
while the electrode assembly is provided in the accom-
modating portion.
[0005] In such a pouch exterior material, the accom-
modating portion may be formed by partially compressing

the aluminum laminate sheet having a thickness of about
113 |im by using a die and a punch via a similar method
as a deep-drawing process. However, the aluminum lam-
inate sheet having such a thin thickness may break or
the like during the compression, and thus it is generally
difficult to form the accommodating portion having a
depth equal to or greater than 15 mm.
[0006] Meanwhile, in a separable pouch exterior ma-
terial, since two units of aluminum laminate sheet are
combined by being overlapped and sealed, accommo-
dating portions at two sides need to be overlapped at
proper positions while an electrode assembly is embod-
ied therein during processes of manufacturing a second-
ary battery. If the electrode assembly is not mounted to
a proper position, an internal short circuit is generated,
and thus a separate guiding device is required, thereby
increasing manufacturing costs. Also, since the two units
of aluminum laminate sheet are combined on four sides
to form a sealing portion, the two units of aluminum lam-
inate sheet are in contact with the atmosphere from all
four sides, and thus the possibility of air inflow is extreme-
ly increased after the long-term use, thereby reducing a
life of the battery.
[0007] In this regard, many techniques regarding a
method of forming two corresponding accommodating
portions on one unit of aluminum laminate sheet, over-
lapping the accommodating portions, and sealing three
sides have been introduced.
[0008] FIG. 1 is a top view of a pouch exterior material
10 of a general 3-side sealing pouch type secondary bat-
tery. FIG. 2 is cross-sectional views of operations of a
method of manufacturing a pouch type secondary battery
using the pouch exterior material of FIG. 1, which are
taken along a line II-II’ of FIG. 1. FIG. 3 is a top view of
a pouch type secondary battery manufactured via the
method of FIG. 2.
[0009] First, referring to FIG. 1 and (a) of FIG. 2, two
accommodating portions 20a and 20b, which have com-
pletely corresponding shapes and sizes, are formed on
one unit of the pouch exterior material 10 such as to be
spaced apart from each other by a certain distance d
greater than a thickness of an electrode assembly 30.
[0010] Then, while the electrode assembly 30 is
mounted on the accommodating portion 20a or 20b as
shown in (b) of FIG. 2, a center portion F between the
accommodating portions 20a and 20b is bent as shown
in (c) of FIG. 2 to stack the accommodating portions 20a
and 20b as shown in (d) of FIG. 2, and then remaining 3
sides excluding the bent side are sealed as indicated by
a reference numeral S, thereby manufacturing the pouch
type secondary battery as shown in FIG. 3.
[0011] Such a technology of manufacturing the pouch
type secondary battery may reduce a depth t of the ac-
commodating portions 20a and 20b formed in the pouch
exterior material 10 by about half of a thickness of the
electrode assembly 30, and one side (a side of the bent
center portion F) among four sides of the pouch type
secondary battery may maintain a sealed state.
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[0012] However, while the pouch exterior material 10
is compressed to form the two adjacent accommodating
portions 20a and 20b, the center portion F that is to be
bent later is elongated in two sides such that the accom-
modating portions 20a and 20b are formed, and thus me-
chanical strength is weakened compared to when the
center portion F is elongated in one side, and as a result,
the center portion F is highly likely to break while the
accommodating portions 20a and 20b are formed and/or
bent. Thus, the accommodating portions 20a and 20b
are spaced apart from each other by the certain distance
d, and are formed to have a margin of about 1.5 mm to
3 mm around the center portion F that is bent during
folding, considering a bent shape of a portion where the
pouch exterior material 10 is folded.
[0013] The pouch type secondary battery has many
demands from customers for high capacity and miniatur-
ization, and various structures and processes are stud-
ied/developed to realize the demands of customers. In
particular, there have been attempts to study a method
of increasing battery capacity by using an unnecessary
space so as to increase capacity in the pouch type sec-
ondary battery.
[0014] However, in the general 3-side sealing pouch
type secondary battery described with reference to FIGS.
1 through 3, due to the margin of about 1.5 mm to 3 mm
around the center portion F that is bent while the pouch
exterior material 10 is folded, a folding portion W that is
an unnecessary space is generated and protrudes. Such
a folding portion W acts as a limitation of cell capacity,
lowers energy density in a module/pack, and is disad-
vantageous in a cooling structure, and thus needs to be
improved.
[0015] Meanwhile, pouch type secondary batteries
that do not include the folding portion W are also sug-
gested.
[0016] FIG. 4 is schematic views of an example of man-
ufacturing another general pouch type secondary battery
in an order of processes.
[0017] Referring to (a) of FIG. 4, first, a pouch exterior
material 60 processed in necessary length and width is
bent almost at a center portion C in a length direction to
determine a position an electrode assembly 40 and ar-
range the electrode assembly 40. Here, a lead 50 ex-
tracted from electrodes forming the electrode assembly
40 is led to a front end of the pouch exterior material 60.
[0018] Then, in (b) of FIG. 4, other opened sides of the
pouch exterior material 60 excluding a side where the
lead 50 is led out are sealed as indicated by the reference
numeral S. Next, a necessary electrolyte solution is in-
jected through an opened portion where the lead 50 is
led out, and then the opened portion is also sealed.
[0019] According to the example of (a) and (b) of FIG.
4, a folding portion is not formed. However, since the
pouch exterior material 60 at the bent portion is pressed
during the sealing, a protruding portion is generated in a
direction of a bottom surface as indicated by a reference
numeral A in (b) of FIG. 4, and thus compactification of

the protruding portion is damaged. Like a folding portion
described above, the protruding portion acts as a limita-
tion of cell capacity, lowers energy density in a mod-
ule/pack, and is arranged in a bur shape called a bat ear,
and thus hinders module assembly.
[0020] As such, in one unit of pouch exterior material,
the necessity for a pouch exterior material that does not
have an unnecessary space so as to increase energy
density of a cell while reducing a defective rate by pre-
venting breakage or the like of the pouch exterior material
during a process of forming an accommodating portion
of an electrode assembly and/or a process of bending
and overlapping the accommodating portion is increas-
ing.
[0021] WO 2017/078437 discloses a pouch exterior
material for secondary battery.

DISCLOSURE

Technical Problem

[0022] The present disclosure is designed to solve the
problems of the related art, and therefore the present
disclosure is directed to providing a pouch exterior ma-
terial that enables an electrode assembly to be easily
mounted on a proper position of an accommodating por-
tion, has an integrated shape to increases a life charac-
teristic of a battery by minimizing a sealing portion con-
tacting the atmosphere, is prevented from breaking dur-
ing assembly, and increases energy density of a cell by
not including an unnecessary space such as a folding
portion or a protruding portion.
[0023] The present disclosure is also directed to pro-
viding a pouch type secondary battery using the pouch
exterior material and a method of manufacturing the
same.
[0024] These and other objects and advantages of the
present disclosure may be understood from the following
detailed description and will become more fully apparent
from the exemplary embodiments of the present disclo-
sure. Also, it will be easily understood that the objects
and advantages of the present disclosure may be real-
ized by the means shown in the appended claims and
combinations thereof.

Technical Solution

[0025] In one aspect of the present disclosure, there
is provided a pouch exterior material being one unit of
sheet type pouch exterior material used to pack an elec-
trode assembly, the pouch exterior material including: an
inserting portion provided at a center of the pouch exterior
material and having a width equal to a thickness of the
electrode assembly; accommodating portions provided
symmetrically at both sides of the inserting portion and
gradually deepening from a portion corresponding to a
width center of the electrode assembly towards a portion
corresponding to an edge of the electrode assembly; and
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a triangular stepped portion provided at opposite ends
of the inserting portion and having a depth gradually de-
creasing towards an end.
[0026] A depth of a bottom corner of each of the ac-
commodating portions far from the inserting portion may
be equal to or greater than 1/2 of the thickness of the
electrode assembly. The pouch exterior material be-
tween the inserting portion and each of the accommo-
dating portions may be a flat section. Outer sides of the
accommodating portions facing the inserting portion may
be relatively elongated.
[0027] A pouch type secondary battery according to
an embodiment is manufactured by accommodating the
electrode assembly in the pouch exterior material and
thermally fusing the pouch exterior material.
[0028] In particular, in another aspect of the present
disclosure, there is also provided a pouch type secondary
battery including: an electrode assembly; and one unit
of sheet type pouch exterior material used to pack the
electrode assembly, wherein the pouch exterior material
includes: an inserting portion provided at a center of the
pouch exterior material and having a width equal to a
thickness of the electrode assembly; accommodating
portions provided symmetrically at two sides of the in-
serting portion and gradually deepening from a portion
corresponding to a width center of the electrode assem-
bly towards a portion corresponding to an edge of the
electrode assembly; and a triangular stepped portion pro-
vided at two ends of the inserting portion and having a
depth gradually decreasing towards an end.
[0029] In another aspect of the present disclosure,
there is also provided a method of manufacturing a pouch
type secondary battery, the method including: preparing
a pouch exterior material being one unit of sheet type
pouch exterior material used to pack an electrode as-
sembly, the pouch exterior material including: an insert-
ing portion provided at a center of the pouch exterior ma-
terial and having a width equal to a thickness of the elec-
trode assembly; accommodating portions provided sym-
metrically at two sides of the inserting portion and grad-
ually deepening from a portion corresponding to a width
center of the electrode assembly towards a portion cor-
responding to an edge of the electrode assembly; and a
triangular stepped portion provided at two ends of the
inserting portion and having a depth gradually decreasing
towards an end; mounting a side surface of the electrode
assembly upright on the inserting portion and stacking
the accommodating portions by folding up the pouch ex-
terior material from both sides; and thermally fusing a
surrounding region of the stacked accommodating por-
tions.
[0030] Here, outer sides of the accommodating por-
tions facing the inserting portion may be relatively elon-
gated, regions of the accommodating portions excluding
the outer sides may be thermally fused after the accom-
modating portions are stacked, an electrolyte solution
may be injected through the outer sides of the accom-
modating portions and the outer sides are thermally

fused, and the outer sides of the accommodating portions
may be cut off.

Advantageous Effects

[0031] The present disclosure provides a pouch exte-
rior material that can remove an unnecessary space of
a folding portion from a 3-side sealing pouch type sec-
ondary battery and is formed such that a protruding por-
tion is also not formed after sealing.
[0032] The pouch exterior material according to the
present disclosure does not require a margin of about
1.5 mm to 3 mm considering folding around a center por-
tion like a general pouch exterior material since the pouch
exterior material is folded up from two sides while a side
surface of an electrode assembly is mounted upright on
an inserting portion instead of being folded at the center
portion like a related art.
[0033] According to the present disclosure, since a re-
gion of the electrode assembly in the pouch exterior ma-
terial is maximized without leaving an unnecessary space
in a cell, energy density of the cell can be improved. Not
only cell capacity is increased by removing an unneces-
sary space of a folding portion, but also energy density
of a module/pack including such a pouch type secondary
battery is increased.
[0034] Also, by removing the unnecessary space of a
folding portion, a cooling structure of the module/pack
and an assembly process can be simplified. Furthermore,
since there is no protruding portion protruding from a bot-
tom surface (a surface corresponding to the side surface
of the electrode assembly inserted into the inserting por-
tion) of the pouch type secondary battery even after seal-
ing, the bottom surface can be adhered to a cooling mem-
ber, and thus cooling performance of the module/pack
of an edge cooling type can be improved.
[0035] Also, since the pouch type secondary battery
according to the present disclosure does not include a
protruding portion having a bur shape, module assembly
is not hindered and assembly process efficiency is not
deteriorated.
[0036] The pouch exterior material according to the
present disclosure can be prevented from breaking dur-
ing a manufacturing process to reduce a defective rate,
can mount the electrode assembly at a proper position
without having to use a separate device, and can mini-
mize a sealing portion contacting the atmosphere to fur-
ther reduce inflow of air, moisture, or the like and leakage
of an electrolyte solution, thereby improving a life char-
acteristic of a battery.

DESCRIPTION OF DRAWINGS

[0037] The accompanying drawings illustrate a pre-
ferred embodiment of the present disclosure and togeth-
er with the foregoing disclosure, serve to provide further
understanding of the technical features of the present
disclosure, and thus, the present disclosure is not con-
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strued as being limited to the drawing.

FIG. 1 is a top view of a pouch exterior material of a
general 3-side sealing pouch type secondary bat-
tery;
FIG. 2 is cross-sectional views of operations of a
method of manufacturing a pouch type secondary
battery using the pouch exterior material of FIG. 1,
which are taken along a line II-II’ of FIG. 1;
FIG. 3 is a top view of a pouch type secondary battery
manufactured via the method of FIG. 2;
FIG. 4 is schematic views of an example of manu-
facturing another general pouch type secondary bat-
tery in an order of processes;
FIG. 5 is an exploded perspective view of a pouch
type secondary battery according to an embodiment
of the present disclosure;
FIG. 6 is a top view of a pouch exterior material of
FIG. 5;
FIG. 7 corresponds to a portion of a cross-section
taken along a line VII-VII’ of FIG. 6;
FIG. 8 is cross-sectional views of operations of a
method of manufacturing a pouch type secondary
battery using the pouch exterior material of FIG. 6,
which are taken along a line VII-VII’ of FIG. 6;
FIG. 9 is a top view of a pouch type secondary battery
manufactured via the method of FIG. 8;
FIG. 10 is a cross-sectional view of a configuration
of a battery module including a pouch type second-
ary battery according to the present disclosure;
FIG. 11 is a photograph of a pouch exterior material
manufactured according to an experiment example
of the present disclosure;
FIG. 12 is a photograph of a pouch type secondary
battery manufactured by using the pouch exterior
material of FIG. 11;
FIG. 13 is a photograph of a sealing portion of a
general pouch type secondary battery;
FIG. 14 is a photograph of a pouch type secondary
battery manufactured by using a pouch exterior ma-
terial according to another experiment example of
the present disclosure;
FIG. 15 is a photograph of a bottom surface of the
pouch type secondary battery of FIG. 12; and
FIG. 16 is a photograph of a bottom surface of a
pouch type secondary battery according to a related
art.

MODE FOR DISCLOSURE

[0038] Hereinafter, preferred embodiments of the
present disclosure will be described in detail with refer-
ence to the accompanying drawings. Prior to the descrip-
tion, it should be understood that the terms used in the
specification and the appended claims should not be con-
strued as limited to general and dictionary meanings, but
interpreted based on the meanings and concepts corre-
sponding to technical aspects of the present disclosure

on the basis of the principle that the inventor is allowed
to define terms appropriately for the best explanation.
Therefore, the description proposed herein is just a pref-
erable example for the purpose of illustrations only, not
intended to limit the scope of the disclosure, so it should
be understood that other equivalents and modifications
could be made thereto without departing from the scope
of the disclosure.
[0039] FIG. 5 is an exploded perspective view of a
pouch type secondary battery 100 according to an em-
bodiment of the present disclosure. FIG. 6 is a top view
of a pouch exterior material 300 of FIG. 5. FIG. 7 corre-
sponds to a portion of a cross-section taken along a line
VII-VII’ of FIG. 6.
[0040] First, referring to FIG. 5, the pouch type sec-
ondary battery 100 includes an electrode assembly 200
and the pouch exterior material 300.
[0041] The electrode assembly 200 may be a stack
type electrode assembly in which a plurality of positive
electrode plates and a plurality of negative electrode
plates, which are cut in units of certain size, are sequen-
tially stacked with a separator therebetween. A positive
electrode lead 210 and a negative electrode lead 220 of
the electrode assembly 200 face each other and protrude
from two sides of the pouch exterior material 300.
[0042] Two corresponding accommodating portions
310a and 310b are formed in the pouch exterior material
300 according to the present disclosure. Also, an insert-
ing portion 315 is provided between the accommodating
portions 310a and 310b, and the accommodating por-
tions 310a and 310b do not communicate with each other.
The accommodating portions 310a and 310b are sym-
metrically formed at both sides of the inserting portion
315. The accommodating portions 310a and 310b are
gradually deepened from portions a1 and b1 correspond-
ing to a width center of the electrode assembly 200 to-
wards bottom corners a2 and b2 corresponding to an
edge of the electrode assembly 200. The pouch exterior
material 300 between the inserting portion 315 and each
of the accommodating portions 310a and 310b is a flat
section.
[0043] Compared to a related art in which a separation
distance is set between accommodating portions, the
separation distance being an interval greater than a thick-
ness of an electrode assembly in addition to a margin of
about 1.5 mm to 3 mm, the inserting portion 315 has a
width equal to a thickness T of the electrode assembly
200. Compared to the related art, a distance between
the two accommodating portions 310a and 310b is in-
creased. Compared to the related art in which the ac-
commodating portions are adjacently provided, mechan-
ical strength of a certain region is not weakened or the
certain region is not broken with respect to forming the
pouch exterior material 300 to form the inserting portion
315 and the accommodating portions 310a and 310b.
[0044] The accommodating portions 310a and 310b
are provided at both sides of the inserting portion 315,
and a triangular stepped portion 317 having a depth grad-
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ually decreasing towards the end thereof is provided at
opposite ends of the inserting portion 315, the opposite
ends being orthogonal to a direction of both sides. When
a length of the triangular stepped portion 317 is de-
creased, a slope of a bottom of the triangular stepped
portion 317 is relatively steep. When the length of the
triangular stepped portion 317 is increased, the slope of
the bottom of the triangular stepped portion 317 is rela-
tively gentle. Also, when a depth h of the inserting portion
315 is high, the slope of the bottom of the triangular
stepped portion 317 is relatively steep. When the depth
h of the inserting portion 315 is low, the slope of the bot-
tom of the triangular stepped portion 317 is relatively gen-
tle. The depth h of the inserting portion 315 and a shape
of the triangular stepped portion 317 determine a final
outer shape of a sealing portion during thermal fusion
while the pouch type secondary battery 100 is manufac-
tured.
[0045] Here, reference numerals 320, 330, and 350
respectively denote an upper sealing portion, a lower
sealing portion, and a side sealing portion.
[0046] According to an embodiment, the pouch exte-
rior material 300 may have a structure in which outer
sides of the accommodating portions 310a and 310b fac-
ing the inserting portion 315, i.e., the side sealing portions
350, are elongated. In this case, the pouch type second-
ary battery 100 may be manufactured by overlapping the
accommodating portions 310a and 310b to accommo-
date the electrode assembly 200, sealing the remaining
sealing portions (contacting regions) excluding the side
sealing portion 350 that is elongated, i.e., the upper seal-
ing portion 320 and the lower sealing portion 330, inject-
ing an electrolyte solution through the side sealing portion
350 and then sealing the side sealing portion 350, and
cutting the side sealing portion 350 to a certain size. Ac-
cording to such a structure of the pouch exterior material
300, not only the electrolyte solution is easily injected,
but also the electrolyte solution is prevented from over-
flowing due a mistake of an operator during an injecting
process.
[0047] The pouch exterior material 300 may be formed
of a laminate sheet including a metal layer and a resin
layer. In particular, the laminate sheet may be an alumi-
num laminate sheet. The pouch exterior material 300
may include a core portion whose material includes a
metal layer, a thermal fusion layer provided on an upper
surface of the core portion, and an insulating layer pro-
vided on a lower surface of the core portion. The thermal
fusion layer may act as an adhesion layer by using mod-
ified propylene that is polymer resin, for example, casted
polypropylene (CPP), and the insulating layer may in-
clude a resin material such as nylon or polyethylene
terephthalate (PET), but structures and materials of the
pouch exterior material 300 is not limited thereto.
[0048] The pouch exterior material 300 may be one
unit of sheet, and the accommodating portions 310a and
310b may be simultaneously formed via one process
through compression molding of the aluminum laminate

sheet by using a deep-drawing method using a die and
a punch. The inserting portion 315 and the triangular
stepped portion 317 may also be simultaneously formed
via one process. The accommodating portions 310a and
310b, the inserting portion 315, and the triangular
stepped portion 317 may also be simultaneously formed
via one process.
[0049] Further referring to FIG. 6 through (d) of FIG.
8, a depth t1 of the bottom corner a2 of the accommo-
dating portion 310a far from the inserting portion 315 is
equal to or greater than 1/2 of the thickness T of the
electrode assembly 200, and similarly, the depth t1 of a
bottom corner b2 of the accommodating portion 310b far
from the inserting portion 315 is also equal to or greater
than 1/2 of the thickness T of the electrode assembly
200. It is ideal that the depth t1 of bottom corners a2 and
b2 is 1/2 of the thickness T of the electrode assembly
200 without any remaining portion, but the depth t1 may
be higher as a margin for convenience of processes
based on a product. Thus, the depth t1 of the bottom
corners a2 and b2 is set to be equal to or greater than
1/2 of the thickness T of the electrode assembly 200.
[0050] In particular, as shown in FIG. 7, a bottom sur-
face of each of the accommodating portions 310a and
310b is inclined. The accommodating portions 310a and
310b are gradually deepened from the portions a1 and
b1 corresponding to the width center of the electrode
assembly 200 towards the bottom corners a2 and b2 cor-
responding to the edge of the electrode assembly 200.
[0051] The portions a1 and b1 corresponding to the
width center of the electrode assembly 200 is flexible
based on the depth h of the inserting portion 315. When
the depth h of the inserting portion 315 is increased, the
portions a1 and b1 corresponding to the width center of
the electrode assembly 200 approach the inserting por-
tion 315. On the other hand, when the depth h of the
inserting portion 315 is decreased, the portions a1 and
b1 corresponding to the width center of the electrode
assembly 200 recede away from the inserting portion
315. The depth h of the inserting portion 315 may be
determined considering a material, elongation, etc. of the
pouch exterior material 300, and as described above, the
depth h of the inserting portion 315 also affects a shape
of the triangular stepped portion 317, thereby determin-
ing a final outer shape of a sealing portion, and thus the
depth h of the inserting portion 315 is a factor that needs
to be considered carefully.
[0052] In the related art described with reference to
FIGS. 1 through 3, depths of existing accommodating
portions correspond to about half of a thickness of an
electrode assembly and thus are even, and a bottom sur-
face of the accommodating portion is not inclined. On the
other hand, the maximum depth of the accommodating
portions 310a and 310b of the pouch exterior material
300 of the present disclosure is the depth t1, which is
equal to or greater than 1/2 of the thickness T of the
electrode assembly 200, and the minimum depth thereof
is 0, and thus the bottom surface is inclined with a gradual
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slope from one corner having the maximum depth (a por-
tion corresponding to the edge of the electrode assembly)
to the opposite side having the minimum depth (a portion
corresponding to the width center of the electrode as-
sembly 200).
[0053] As such, the pouch exterior material 300 of the
present disclosure is very different from the existing
pouch exterior material in a molded depth of accommo-
dating portions, a shape of bottom surface of the accom-
modating portions, existence of an inserting portion be-
tween the accommodating portions, a triangular stepped
portion at two ends of the inserting portion, etc.
[0054] FIG. 8 is cross-sectional views of operations of
a method of manufacturing a pouch type secondary bat-
tery using the pouch exterior material 300 of FIG. 6, which
are taken along a line VII-VII’ of FIG. 6. FIG. 9 is a top
view of a pouch type secondary battery manufactured
via the method of FIG. 8.
[0055] (a) of FIG. 8 is a cross-sectional view of the
pouch exterior material 300 being unfolded after being
formed, and the electrode assembly 200 is moved above
the inserting portion 315 to be mounted. Then, while a
side surface 230 of FIG. 5 of the electrode assembly 200
is inserted upright into the inserting portion 315 at the
center of the pouch exterior material 300 as shown in (b)
of FIG. 8, the pouch exterior material 300 at the accom-
modating portions 310a and 310b at the two sides is fold-
ed up in an order shown in (c) and (d) of FIG. 8 so as to
overlap and stack the accommodating portions 310a and
310b on two surfaces of the electrode assembly 200, i.e.,
on a wide surface 240 of FIG. 5 determining the width of
the electrode assembly 200.
[0056] Referring to FIG. 8 with FIG. 5, the side surface
230 of the electrode assembly 200 is mounted on the
inserting portion 315 such that the positive electrode lead
210 and the negative electrode lead 220 respectively cor-
respond to the upper sealing portion 320 and the lower
sealing portion 330, and the pouch exterior material 300
is bent such that the upper sealing portion 320, the lower
sealing portion 330, and the side sealing portion 350 con-
tact each other.
[0057] Here, since the pouch exterior material 300 is
folded up from two sides while the electrode assembly
200 is fitted and inserted to the inserting portion 315 in-
stead of bending a flat center portion between the ac-
commodating portions 310a and 310b as in the related
art, the side surface 230 of the electrode assembly 200
may be surrounded without any unnecessary space, and
since a bending angle is not greater than that of the re-
lated art, an unreasonable bending force is not applied.
[0058] In addition, since sections between the inserting
portion 315 and the accommodating portions 310a and
310b are set to be flat and the accommodating portions
310a and 310b are set to be gradually deepened from
the portions a1 and b1 corresponding to the width center
of the electrode assembly 200 to the bottom corners a2
and b2 corresponding to the edge of the electrode as-
sembly 200, the wide surface 240 of the electrode as-

sembly 200 may be fittingly surrounded and even a cor-
ner portion of another side surface facing the side surface
230 of the electrode assembly 200 may be surrounded.
[0059] The pouch exterior material 300 according to
the present disclosure is flexible and thus may be easily
folded up, does not include a bent portion that requires
a large force and thus does not have a wrinkle or the like,
and may be tightly sealed in during sequent processes.
As such, in the related art, a bent portion that is a center
portion between two accommodating portions and is bent
based one bending line is provided as a margin portion
at a side center portion of an electrode assembly, but in
the present disclosure, there is no unnecessary margin
at the side surface 230 of the electrode assembly 200
inserted into the inserting portion 315 since the inserting
portion 315 is provided at the center portion. Also, via
slope structures of the bottom surfaces of the accommo-
dating portions 310a and 310b, a side surface opposite
to the side surface 230 of the electrode assembly 200
inserted into the inserting portion 315 may also be fittingly
accommodated.
[0060] As such, in the present disclosure, since a cor-
ner of a side surface of an electrode assembly is com-
pletely surrounded by changing a forming shape of a
pouch exterior material, the corner may be stably sealed
without any unnecessary space, and a region of the elec-
trode assembly in the pouch exterior material may be
maximized. Accordingly, a pouch type secondary battery
that may be used as a large-capacity secondary battery
or a high capacity and high density battery for an electric
vehicle, and a method of manufacturing the pouch type
secondary battery may be provided.
[0061] After the process of (d) of FIG. 8 in which the
pouch exterior material 300 is bent and overlapped such
that the upper sealing portion 320, the lower sealing por-
tion 330, and the side sealing portion 350 of FIG. 5 contact
each other, the upper sealing portion 320 and the lower
sealing portion 330 are thermally fused, an electrolyte
solution is injected through a gap of the side sealing por-
tion 350, the side sealing portion 350 is thermally fused,
and then the side sealing portion 350 is cut to a certain
length.
[0062] In particular, in the present disclosure, since the
triangular stepped portion 317 having a depth gradually
decreasing towards ends is formed at two ends of the
inserting portion 315, a protruding portion is not formed
at the side surface 230 of the electrode assembly 200
after the upper, lower, and side sealing portions 320, 330,
and 350 are thermally fused.
[0063] Referring to FIG. 9, the sealing after the thermal
fusion of the upper and lower sealing portions 320 and
330 is indicated by the reference numeral S, and unlike
the related art, a dented portion as indicated by a refer-
ence numeral B rather formed instead of a protruding
portion that is generated when a pouch exterior material
is pressed from top and bottom portions from which elec-
trode leads are respectively extracted. The dented por-
tion B is formed by the triangular stepped portion 317
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formed in the pouch exterior material 300. As described
above, since the shape of the triangular stepped portion
317 determines the final outer shape of the sealing por-
tion, the shape of the triangular stepped portion 317 af-
fects a shape and dented degree of the dented portion
B. Also, the shape of the triangular stepped portion 317
is affected by the length of the triangular stepped portion
317 and the depth h of the inserting portion 315, and thus
the shape of the dented portion B may be determined by
adjusting such factors.
[0064] As such, when the electrode assembly 200 is
inserted after forming the inserting portion 315 having a
shape of the side surface 230 in a thickness direction of
the electrode assembly 200 in the pouch exterior material
300, the surface where the side surface 230 of the elec-
trode assembly 200 is provided (a bottom surface of the
pouch type secondary battery) may be manufactured to
be flat. Also, by forming the triangular stepped portion
317 at two end of the inserting portion 315, a protruding
portion that is generated during sealing as in the related
art does not protrude compared to the bottom surface of
the pouch type secondary battery.
[0065] As such, according to the present disclosure,
an unnecessary space, such as a folding portion of a
pouch exterior material during 3-side sealing, a protrud-
ing portion during sealing, or the like, is removed, thereby
increasing capacity of an electrode assembly included in
a pouch type secondary battery. Since a protruding por-
tion having a bur shape is not formed in the pouch type
secondary battery manufactured by using the pouch ex-
terior material according to the present disclosure, a dead
space resulting from the protruding portion is not formed,
and energy density of a module/pack including such a
pouch type secondary battery may be remarkably in-
creased. Also, module assembly is facilitated by remov-
ing the protruding portion. Since interference or the like
between peripheral components, which may be caused
by the protruding portion of the related art, is not occurred,
assembly process efficiency of the module/pack includ-
ing the pouch type secondary battery according to the
present disclosure may also be remarkably increased.
In addition, a flat bottom surface in the pouch type sec-
ondary battery according to the present disclosure is ad-
vantageous in edge cooling type cooling.
[0066] Meanwhile, the pouch type secondary battery
100 has been described mainly based on the electrode
assembly 200 in which the positive electrode lead 210
and the negative electrode lead 220 protrude in opposite
directions, but an electrode assembly in which a positive
electrode lead and a negative electrode lead protrude in
the same direction may be manufactured into a pouch
type secondary battery by using a pouch exterior material
according to the present disclosure.
[0067] A plurality of the pouch type secondary batteries
100 of FIG. 9 may be stacked on each other to be man-
ufactured as a module/pack. FIG. 10 is a cross-sectional
view of a configuration of a battery module 500 including
the pouch type secondary battery 100 according to the

present disclosure.
[0068] Referring to FIG. 10, in the battery module 500,
the plurality of pouch type secondary batteries 100 may
be gathered and attached to an upper surface of a cooling
plate 600 while one un-sealed surface is positioned at
the bottom. For example, a surface of the pouch type
secondary battery 100 of FIG. 9 corresponding to a left
side surface may be positioned at the bottom, and such
a surface may be mounted on and contact the upper sur-
face of the cooling plate 600.
[0069] Since the un-sealed surface does not include
an unnecessary protruding portion compared to a sealed
surface, the pouch type secondary battery 100 may be
completely adhered to the cooling plate 600, and a top
surface structure of the cooling plate 600 may be simpli-
fied. An electrode assembly in the pouch type secondary
battery 100 and the cooling plate 600 may be very closely
positioned. In other words, since the un-sealed surface
does not include an unnecessary protruding portion, the
cooling plate 600 and the pouch type secondary battery
100 may be completely adhered to each other. Thus, the
overall volume of the battery module 500 is reduced,
thereby increasing energy density. Furthermore, accord-
ing to such a configuration of the present disclosure, a
contact area between the pouch type secondary battery
100 and the cooling plate 600 is secured as much as
possible, and thus heat transmission may be increased.
Accordingly, heat generated in the electrode assembly
in the pouch type secondary battery 100 may be quickly
and smoothly transferred to the cooling plate 600, and
thus cooling efficiency may be increased.
[0070] Hereinafter, examples of the present disclosure
and the related art are compared.
[0071] FIG. 11 is a photograph of a pouch exterior ma-
terial manufactured according to an experiment example
of the present disclosure. The pouch exterior material
300 is turned over such that the accommodating portions
310a and 310b are at the bottom, and thus a bottom
surface of the pouch exterior material 300 is photo-
graphed. Referring to FIG. 11, the pouch exterior material
300 was formed by forming the inserting portion 315 hav-
ing a width equal to a thickness of an electrode assembly
at a center of one unit of sheet type pouch exterior ma-
terial, and symmetrically forming the accommodating
portions 310a and 310b that are gradually deepened from
portions corresponding to a width center of the electrode
assembly to portions corresponding to an edge of the
electrode assembly on two sides of the inserting portion
315. Also, the triangular stepped portion 317 whose
depth gradually decreases towards an end was formed
at two ends of the inserting portion 315. As shown in FIG.
11, the pouch exterior material 300 according to the
present disclosure is formed without brakeage or tear
during manufacturing processes. The accommodating
portions 310a and 310b, the inserting portion 315, and
the triangular stepped portion 317 are formed as desired
without any distortion or stress concentration.
[0072] FIG. 12 is a photograph of a pouch type sec-
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ondary battery manufactured by using the pouch exterior
material 300 of FIG. 11. In the current experiment exam-
ple, it is determined that upper and lower sealing portions
slightly protrude respectively by about distances P1 and
P2 compared to a side surface corresponding to the in-
serting portion 315 of the pouch exterior material 300 of
FIG. 11, but the distances P1 and p2 are insignificant
compared with a distance P3 of FIG. 13 that is a protrud-
ing degree of the related art. Also, as described above,
the distances P1 and P2 may be removed by adjusting
a depth of the inserting portion 315 of the pouch exterior
material 300. By adjusting the depth of the inserting por-
tion 315 to be increased than the distances P1 and P2,
protruding portions may be removed. However, when the
depth of the inserting portion 315 is increased, the widths
of the accommodating portions 310a and 310b, i.e., the
length from the portion a1 corresponding to the width
center of the electrode assembly 200 to the bottom corner
a2 corresponding to the edge of the electrode assembly
200 and the length from the portion b1 corresponding to
the width center of the electrode assembly 200 to the
bottom corner b2 corresponding to the edge of the elec-
trode assembly 200, need to be reduced.
[0073] FIG. 14 is a photograph of a pouch type sec-
ondary battery manufactured by using a pouch exterior
material according to another experiment example of the
present disclosure.
[0074] After checking a result of FIG. 12, another
pouch exterior material was manufactured by adjusting
the depth of the inserting portion 315 to be increased by
the distances P1 and P2 and a pouch type secondary
battery was manufactured by using the pouch exterior
material, thereby removing protruding portions com-
pared to FIG. 12. Rather, a lower sealing portion was
provided further inward by a certain distance P4 com-
pared to the side surface corresponding to the inserting
portion 315 of the pouch exterior material 300. As such,
according to the present disclosure, an unnecessary
space is removed from a surface where the side surface
230 of the electrode assembly 200 is provided (a bottom
surface of the pouch type secondary battery), i.e., an un-
sealed surface, thereby increasing cell capacity. Further-
more, energy density of a module/pack including such a
pouch type secondary battery may be increased. Also,
by removing the unnecessary space, a cooling structure
and assembly processes of the module/pack may be sim-
plified.
[0075] FIG. 15 is a photograph of a bottom surface of
a pouch type secondary battery according to the exper-
iment example of the present disclosure (a surface cor-
responding to the side surface 230 of the electrode as-
sembly 200 inserted into the inserting portion 315 of the
pouch exterior material 300), and FIG. 16 is a photograph
of a bottom surface of a pouch type secondary battery
according to the related art. Comparing FIGS. 15 and 16,
the pouch type secondary battery of the present disclo-
sure has a flat bottom surface, and thus adhesion in a
module using an edge cooling method is increased, and

accordingly, cooling performance is increased.
[0076] The present disclosure has been described in
detail. However, it should be understood that the detailed
description and specific examples, while indicating pre-
ferred embodiments of the disclosure, are given by way
of illustration only, since various changes and modifica-
tions within the scope of the appended claims will become
apparent to those skilled in the art from this detailed de-
scription.

Claims

1. A pouch exterior material (300) being one unit of
sheet type pouch exterior material used to pack an
electrode assembly, the pouch exterior material
comprising:

an inserting portion (315) provided at a center
of the pouch exterior material (300) and having
a width equal to a thickness of the electrode as-
sembly (200);
accommodating portions (310a, 310b) provided
symmetrically at both sides of the inserting por-
tion (315) and gradually deepening from a por-
tion corresponding to a width center of the elec-
trode assembly towards a portion corresponding
to an edge of the electrode assembly (200); and
a triangular stepped portion (317) provided at
opposite ends of the inserting portion (315) and
having a depth gradually decreasing towards an
end.

2. The pouch exterior material (300) of claim 1, wherein
a depth of a bottom corner of each of the accommo-
dating portions (310a, 310b) far from the inserting
portion (315) is equal to or greater than 1/2 of the
thickness of the electrode assembly (200).

3. The pouch exterior material (300) of claim 1, wherein
the pouch exterior material between the inserting
portion (315) and each of the accommodating por-
tions (310a, 310b) is a flat section.

4. The pouch exterior material of claim 1, wherein outer
sides of the accommodating portions (310a, 310b)
facing the inserting portion (315) are elongated.

5. A pouch type secondary battery (100) comprising:

an electrode assembly (200); and
one unit of sheet type pouch exterior material
(300) used to pack the electrode assembly
(200),
wherein the pouch exterior material (300) com-
prises:

an inserting portion (315) provided at a cent-
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er of the pouch exterior material (300) and
having a width equal to a thickness of the
electrode assembly (200);
accommodating portions (310a, 310b) pro-
vided symmetrically at two sides of the in-
serting portion (315) and gradually deepen-
ing from a portion corresponding to a width
center of the electrode assembly (200) to-
wards a portion corresponding to an edge
of the electrode assembly (200); and
a triangular stepped portion (317) provided
at two ends of the inserting portion (315)
and having a depth gradually decreasing to-
wards an end.

6. The pouch type secondary battery (100) of claim 5,
wherein a depth of a bottom corner (a2, b2) of each
of the accommodating portions far from the inserting
portion (315) is equal to or greater than 1/2 of the
thickness of the electrode assembly (200).

7. The pouch type secondary battery (100) of claim 5,
wherein the pouch exterior material (300) between
the inserting portion (315) and each of the accom-
modating portions (310a, 310b) is a flat section.

8. A method of manufacturing a pouch type secondary
battery, the method comprising:

preparing a pouch exterior material (300) being
one unit of sheet type pouch exterior material
used to pack an electrode assembly (200), the
pouch exterior material comprising: an inserting
portion (315) provided at a center of the pouch
exterior material and having a width equal to a
thickness of the electrode assembly (200); ac-
commodating portions (310a, 310b) provided
symmetrically at two sides of the inserting por-
tion (315) and gradually deepening from a por-
tion (a1, b1) corresponding to a width center of
the electrode assembly (200) towards a portion
corresponding to an edge of the electrode as-
sembly (200); and a triangular stepped portion
(317) provided at two ends of the inserting por-
tion (315) and having a depth gradually decreas-
ing towards an end;
mounting a side surface of the electrode assem-
bly (200) upright on the inserting portion (315)
and stacking the accommodating portions
(310a, 310b) by folding up the pouch exterior
material from both sides; and
thermally fusing a surrounding region of the
stacked accommodating portions (310a, 310b).

9. The method of claim 8, wherein outer sides of the
accommodating portions (310a, 310b) facing the in-
serting portion (315) are elongated, regions of the
accommodating portions (310a, 310b) excluding the

outer sides are thermally fused after the accommo-
dating portions are stacked, an electrolyte solution
is injected through the outer sides of the accommo-
dating portions and the outer sides are thermally
fused, and the outer sides of the accommodating
portions are cut off.

10. The method of claim 8, wherein a depth of a bottom
corner (a2, b2) of each of the accommodating por-
tions (310a, 310b) far from the inserting portion (315)
is equal to or greater than 1/2 of the thickness of the
electrode assembly (200).

11. The method of claim 8, wherein the pouch exterior
material (300) between the inserting portion (315)
and each of the accommodating portions (310a,
310b) is a flat section.

Patentansprüche

1. Beutelaußenmaterial (300), das eine Einheit von
blattartigem Beutelaußenmaterial ist, das dazu be-
nutzt wird, eine Elektrodenanordnung zu verpacken,
wobei das Beutelaußenmaterial aufweist:

einen Einsetzabschnitt (315), der an einer Mitte
des Beutelaußenmaterials (300) vorgesehen ist
und eine Breite hat, die gleich einer Dicke der
Elektrodenanordnung (200) ist;
Aufnahmeabschnitte (310a, 310b), die symme-
trisch an beiden Seiten des Einsetzabschnitts
(315) vorgesehen sind und von einem einer
Breitenmitte der Elektrodenanordnung entspre-
chenden Abschnitt zu einem einem Rand der
Elektrodenanordnung (200) entsprechenden
Abschnitt allmählich tiefer werden; und
einen dreieckigen gestuften Abschnitt (317), der
an entgegengesetzten Enden des Einsetzab-
schnitts (315) vorgesehen ist und eine Tiefe hat,
die zu einem Ende hin allmählich abnimmt.

2. Das Beutelaußenmaterial (300) von Anspruch 1, wo-
bei eine Tiefe einer von dem Einsetzabschnitt (315)
entfernten unteren Ecke jedes der Aufnahmeab-
schnitte (310a, 310b) gleich oder größer als © der
Dicke der Elektrodenanordnung (200) ist.

3. Das Beutelaußenmaterial (300) von Anspruch 1, wo-
bei das Beutelaußenmaterial zwischen dem Einsetz-
abschnitt (315) und jedem der Aufnahmeabschnitte
(310a, 310b) ein flacher Abschnitt ist.

4. Das Beutelaußenmaterial (300) von Anspruch 1, wo-
bei zu dem Einsetzabschnitt (315) weisende Außen-
seiten der Aufnahmeabschnitte (310a, 310b) lang-
gestreckt sind.
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5. Beutel-Sekundärbatterie (100), welche aufweist:

eine Elektrodenanordnung (200); und
eine Einheit von blattartigem Beutelaußenma-
terial (300), das dazu benutzt wird, eine Elektro-
denanordnung (200) zu verpacken,
wobei das Beutelaußenmaterial (300) aufweist:

einen Einsetzabschnitt (315), der an einer
Mitte des Beutelaußenmaterials (300) vor-
gesehen ist und eine Breite hat, die gleich
einer Dicke der Elektrodenanordnung (200)
ist;
Aufnahmeabschnitte (310a, 310b), die
symmetrisch an zwei Seiten des Einsetzab-
schnitts (315) vorgesehen sind und von ei-
nem einer Breitenmitte der Elektrodenan-
ordnung (200) entsprechenden Abschnitt
zu einem einem Rand der Elektrodenanord-
nung (200) entsprechenden Abschnitt all-
mählich tiefer werden; und
einen dreieckigen gestuften Abschnitt
(317), der an zwei Enden des Einsetzab-
schnitts (315) vorgesehen ist und eine Tiefe
hat, die zu einem Ende hin allmählich ab-
nimmt.

6. Die Beutel-Sekundärbatterie (100) von Anspruch 5,
wobei eine Tiefe einer von dem Einsetzabschnitt
(315) entfernten unteren Ecke (a2, b2) von jedem
der Aufnahmeabschnitte gleich oder größer als ©
der Dicke der Elektrodenanordnung (200) ist.

7. Die Beutel-Sekundärbatterie (100) von Anspruch 5,
wobei das Beutelaußenmaterial (300) zwischen dem
Einsetzabschnitt (315) und jedem der Aufnahmeab-
schnitte (310a, 310b) ein flacher Abschnitt ist.

8. Verfahren zur Herstellung einer Beutel-Sekundär-
batterie, wobei das Verfahren aufweist:

Bereitstellen eines Beutelaußenmaterials (300),
das eine Einheit von blattartigem Beutelaußen-
material ist, das dazu benutzt wird, eine Elek-
trodenanordnung (200) zu verpacken, wobei
das Beutelaußenmaterial aufweist: einen Ein-
setzabschnitt (315), der an einer Mitte des Beu-
telaußenmaterials vorgesehen ist und eine Brei-
te hat, die gleich einer Dicke der Elektrodenan-
ordnung (200) ist; Aufnahmeabschnitte (310a,
310b), die symmetrisch an zwei Seiten des Ein-
setzabschnitts (315) vorgesehen sind und von
einem einer Breitenmitte der Elektrodenanord-
nung entsprechenden Abschnitt (a1, b1) zu ei-
nem einem Rand der Elektrodenanordnung
(200) entsprechenden Abschnitt allmählich tie-
fer werden; und einen dreieckigen gestuften Ab-
schnitt (317), der an zwei Enden des Einsetz-

abschnitts (315) vorgesehen ist und eine Tiefe
hat, die zu einem Ende hin allmählich abnimmt;
Aufrechtes Anbringen einer Seitenfläche der
Elektrodenanordnung (200) an dem Einsetzab-
schnitt (315) und Stapeln der Aufnahmeab-
schnitte (310a, 310b) durch Auffalten des Beu-
telaußenmaterials von beiden Seiten her; und
Thermisches Verschmelzen eines Umgebungs-
bereichs der gestapelten Aufnahmeabschnitte
(310a, 310b).

9. Das Verfahren von Anspruch 8, wobei zu dem Ein-
setzabschnitt (315) weisende Außenseiten der Auf-
nahmeabschnitte (310a, 310b) langgestreckt sind,
Bereiche der Aufnahmeabschnitte (310a, 310b) aus-
schließlich der Außenseiten thermisch verschmol-
zen werden, nachdem die Aufnahmeabschnitte ge-
stapelt sind, eine Elektrolytlösung durch die Außen-
seiten der Aufnahmeabschnitte injiziert wird und die
Außenseiten thermisch verschmolzen werden, und
die Außenseiten der Aufnahmeabschnitte abge-
schnitten werden.

10. Verfahren von Anspruch 8, wobei eine Tiefe einer
von dem Einsetzabschnitt (315) entfernten unteren
Ecke (a2, b2) jedes der Aufnahmeabschnitte (310a,
210b) gleich oder größer als © der Dicke der Elek-
trodenanordnung (200) ist.

11. Verfahren von Anspruch 8, wobei das Beutelaußen-
material zwischen dem Einsetzabschnitt (315) und
jedem der Aufnahmebschnitte (310a, 310b) ein fla-
cher Abschnitt ist.

Revendications

1. Matériau extérieur de poche (300) qui est une unité
de matériau extérieur de poche de type feuille utili-
sée pour emballer un ensemble d’électrodes, le ma-
tériau extérieur de poche comprenant :

une partie d’insertion (315) ménagée au centre
du matériau extérieur de poche (300) et ayant
une largeur égale à une épaisseur de l’ensemble
d’électrodes (200) ;
des parties de logement (310a, 310b) ména-
gées de manière symétrique sur les deux côtés
de la partie d’insertion (315) et s’approfondis-
sant progressivement, d’une partie correspon-
dant à un centre de largeur de l’ensemble d’élec-
trodes vers une partie correspondant à un bord
de l’ensemble d’électrodes (200) ; et
une partie étagée triangulaire (317) ménagée à
des extrémités opposées de la partie d’insertion
(315) et ayant une profondeur diminuant pro-
gressivement vers une extrémité.
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2. Matériau extérieur de poche (300) selon la revendi-
cation 1, dans lequel une profondeur d’un coin infé-
rieur de chacune des parties de logement (310a,
310b) éloigné de la partie d’insertion (315) est égale
ou supérieure à 1/2 de l’épaisseur de l’ensemble
d’électrodes (200).

3. Matériau extérieur de poche (300) selon la revendi-
cation 1, dans lequel le matériau extérieur de poche
entre la partie d’insertion (315) et chacune des par-
ties de logement (310a, 310b) est une section plate.

4. Matériau extérieur de poche selon la revendication
1, dans lequel les côtés externes des parties de lo-
gement (310a, 310b) faisant face à la partie d’inser-
tion (315) sont allongés.

5. Batterie secondaire de type poche (100)
comprenant :

un ensemble d’électrodes (200) ; et
une unité de matériau extérieur de poche de ty-
pe feuille (300) utilisée pour emballer l’ensemble
d’électrodes (200),
dans laquelle le matériau extérieur de poche
(300) comprend :

une partie d’insertion (315) ménagée au
centre du matériau extérieur de poche (300)
et ayant une largeur égale à une épaisseur
de l’ensemble d’électrodes (200) ;
des parties de logement (310a, 310b) mé-
nagées de manière symétrique sur deux cô-
tés de la partie d’insertion (315) et s’appro-
fondissant progressivement, d’une partie
correspondant à un centre de largeur de
l’ensemble d’électrodes (200) vers une par-
tie correspondant à un bord de l’ensemble
d’électrodes (200) ; et
une partie étagée triangulaire (317) ména-
gée à deux extrémités de la partie d’inser-
tion (315) et ayant une profondeur dimi-
nuant progressivement vers une extrémité.

6. Batterie secondaire de type poche (100) selon la re-
vendication 5, dans laquelle une profondeur d’un
coin inférieur (a2, b2) de chacune des parties de
logement éloigné de la partie d’insertion (315) est
égale ou supérieure à 1/2 de l’épaisseur de l’ensem-
ble d’électrodes (200).

7. Batterie secondaire de type poche (100) selon la re-
vendication 5, dans laquelle le matériau extérieur de
poche (300) entre la partie d’insertion (315) et cha-
cune des parties de logement (310a, 310b) est une
section plate.

8. Procédé de fabrication d’une batterie secondaire de

type poche, le procédé comprenant :

la préparation d’un matériau extérieur de poche
(300) qui est une unité de matériau extérieur de
poche de type feuille utilisée pour emballer un
ensemble d’électrodes (200), le matériau exté-
rieur de poche comprenant: une partie d’inser-
tion (315) ménagée au centre du matériau ex-
térieur de poche et ayant une largeur égale à
une épaisseur de l’ensemble d’électrodes (200);
des parties de logement (310a, 310b) ména-
gées de manière symétrique sur deux côtés de
la partie d’insertion (315) et
s’approfondissant progressivement, d’une par-
tie (a1, b1) correspondant à un centre de largeur
de l’ensemble d’électrodes (200) vers une partie
correspondant à un bord de l’ensemble d’élec-
trodes (200) ; et une partie étagée triangulaire
(317) ménagée à deux extrémités de la partie
d’insertion (315) et ayant une profondeur dimi-
nuant progressivement vers une extrémité ;
le montage d’une surface latérale de l’ensemble
d’électrodes (200) en position verticale sur la
partie d’insertion (315) et l’empilement des par-
ties de logement (310a, 310b) par le repliement
du matériau extérieur de poche à partir des deux
côtés ; et
la fusion thermique d’une région environnante
des parties de logement empilées (310a, 310b).

9. Procédé selon la revendication 8, dans lequel les
côtés externes des parties de logement (310a, 310b)
faisant face à la partie d’insertion (315) sont allon-
gés, les régions des parties de logement (310a,
310b) à exclusion des côtés externes sont thermi-
quement fusionnées après que les parties de loge-
ment sont empilées, une solution d’électrolyte est
injectée à travers les côtés externes des parties de
logement et les côtés externes sont thermiquement
fusionnés, et les côtés externes des parties de loge-
ment sont découpés.

10. Procédé selon la revendication 8, dans lequel une
profondeur d’un coin inférieur (a2, b2) de chacune
des parties de logement (310a, 310b) éloigné de la
partie d’insertion (315) est égale ou supérieure à 1/2
de l’épaisseur de l’ensemble d’électrodes (200).

11. Procédé selon la revendication 8, dans lequel le ma-
tériau extérieur de poche (300) entre la partie d’in-
sertion (315) et chacune des parties de logement
(310a, 310b) est une section plate.
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